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(54) FIBER GRATING, ITS MANUFACTURING METHOD AND ITS MANUFACTURING DEVICE 



(57) A core 2 is co-doped with Ge in a general con- 
centration equivalent to that in a core of an optical fiber 
to be connected as well as Sn and Al in predetermined 
concentrations. A glass part F including the core and a 
cladding 3 is coated with a primary coat layer 4 of a UV 
transmitting resin which transmits UV of 240 nm through 
270 nm but cures by absorbing UV of a shorter wave- 
length band than 240 nm or a longer wavelength band 
than 270 nm. A grating is written in the core by irradiat- 
ing the core with UV through the primary coat layer. The 
primary coat layer is covered with a secondary coat 
layer 7 of a resin having a negative coefficient of linear 
expansion so as to cancel and suppress expan- 
sion/shrinkage of the glass part in accordance with tem- 
perature change derived from the positive coefficient of 
linear expansion. Thus, the invention provides a ffoer 
grating and a method of fabricating a fber grating, in 
which a grating can be easily written without causing 
degradation of the transmitting characteristic, the trans- 
mitting characteristic and the mechanical strength char- 
acteristic can be consistent with each other without 
spoiling improvement of productivity, and the tempera- 
ture characteristic can be stabilized for attaining high 
reliability. 
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Description 
Technical Held 

5 [0001 ] The present invention relates to a fiber grating in which a diffraction grating (grating) exhibiting a periodical 
index difference is written in a core of an optical fiber, and a method and an apparatus for fabricating the same. 

Background Art 

10 [0002] A conventionally known fber grating of this type includes a grating written in a core of an optical fber by a 
two-beam interference method or a phase mask method (for example, as disclosed in Japanese Laid-Open Patent Pub- 
lication No. 6-235808, Japanese Laid-Open Patent Publication No. 7-140311 and Japanese Patent No. 2521708). In 
such a fiber grating, a fused quartz (core) doped with germanium (Ge) is irradiated with a coherent UV laser beam so 
as to generate (write) a Bragg grating by causing photo-induced refractive index change in an irradiated portion. 

75 [0003] The optical fber used as the target for writing is generally obtained by coating a core and a dadcOng with a 
coat layer of a UV curable resin or the like that is cured by absorbing UV. The coat layer formed on a write target portion 
is generally removed in writing the grating through the UV irraciation in employing either of the two-beam interference 
method and the phase mask method, and the portion from which the coat layer is removed is coated again after com- 
pleting writing the grating. 

20 [0004] When the coat layer is removed, however, the outer face of a non-coated fiber (the outer face of the cladding) 
is exposed to air, and there is a fear of degradation of the non-coated fber proceeded through the exposure to air during 
the writing work, which can degrade the transmitting characteristic. In addition, the coat layer of the write target portion 
is removed not by mechanical means but by a chemical treatment for dissolving it with, for example, a chemical, so as 
not to damage the non-coated fber. Therefore, the removal of the coat layer is troublesome, which is a factor in degrad- 
es ing efficiency in mass processing for writing the grating. 

[0005] On the other hand, in order to effectively write the grating by UV irradiation through the coat layer without 
removing the coat layer, sensitivity of the core of the optical fiber, that is, the target for writing, to the photo-induced 
refractive index change (photosensitivity) may be possibly increased. As means for increasing the photosensitivity, 
namely, means for causing comparatively large photo-induced refractive index change, it has been proposed that the 
30 core corresponding to the target for writing is doped with Ge in a higher concentration (a concentration for attaining a 
relative refractive index difference between the core and the cladding of, for example, 1 .5 through 2.0%) than a general 
concentration (a concentration for attaining the relative refractive index difference of, for example, 0.9%), or that the 
core is loaded with hydrogen at a high pressure after doping it with Ge in a general concentration (as described in the 
transactions of the Institute of Electronics, Information and Communication Engineers, Vol. J79-C-1, No.11, p. 415, 
35 November 1996). 

[0006] When a fiber grating is fabricated by using a core doped with Ge in a higher concentration, however, the fol- 
lowing problem occurs in connecting this fiber grating between general optical fbers so as to be used as a filter or the 
like: Since the core of the optical fber connected (fused) to the fiber grating has the general specifications doped with 
Ge in the general concentration, the cores cannot be matched and a difference in the concentration of the doped Ge 

40 increases connection loss. On the other hand, when a core loaded with hydrogen at a high pressure is to be used for 
fabricating a fber grating, the loaded hydrogen is diffused with time, and the core returns to the original state prior to 
the hydrogen loading in a comparatively short period of time (for example, several days). Therefore, the time period for 
forming the grating by the UV irradiation is limited to a rather short period, and additionally, it is difficult to control the 
wavelength in the UV irradiation because it is necessary to write the grating in consideration of the diffusion of hydro- 

45 gen. 

[0007] Furthermore, when a fber grating where a grating has been written is expanded or shrunken due to an influ- 
ence of temperature change or an externally applied tensile force, the reflective wavelength of the grating is shifted. 
Therefore, a fiber grating is required to have a mechanical strength characteristic and a stable temperature character- 
istic that it cannot be expanded/shrunken by temperature change. 
so [0008] The present invention was devised in consideration of these circumstances, and an object is providing a 
fiber grating in which a grating can be easily written without causing degradation of the transmitting characteristic. In 
addition, another object is providing a highly reliable fber grating by stabilizing not only the transmitting characteristic 
but also the temperature characteristic. 

[0009] Another object of the invention is providing a fiber grating and a method of fabricating the same in which the 
55 transmitting characteristic and the mechanical strength characteristic can be consistent with each other without spoiling 
improvement of productivity. 
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Disclosure of the Invention 

[001 0] The fiber grating of this invention includes a core where a grating is written, a cladding for covering the core, 
and a UV transmitting resin layer for coating the outer face of the cladding, and the grating is written in the core by irra- 

5 diating the core through the resin layer with UV of a specific wavelength band. 

[001 1 ] Since the coat layer covering the core and the cladding is made from a UV transmitting resin in this fiber grat- 
ing, even when UV is irradiated through the coat layer, the UV transmits the coat layer to effectively irracfiate the core, 
so that the grating can be written in the core. Accordingly, the grating can be written without removing the coat layer. 
Therefore, it is possible to avoid degradation of the transmitting characteristic accompanied by the removal of the coat 

10 layer as well as to easily fabricate the fiber grating with a process for removing the coat layer omitted. 

[001 2] The coat layer of the UV transmitting resin has a characteristic of transmitting at least UV of a specific wave- 
length band used for writing the grating. In this case, a preferred coat layer of a UV transmitting resin is concretely spec- 
ified as follows: The preferred coat layer transmits UV of the specific wavelength band used for writing the grating, for 
example, a wavelength band of 250 nm through 270 nm. The UV transmitting resin may have a specific wavelength 

is band (transmitting band) within a range between 250 nm and 350 nm. As a light source of the UV having such a wave- 
length band, one having high spatial coherency, such as solid laser, is preferably used. 

[001 3] The coat layer has a characteristic of curing by absorbing UV in a shorter wavelength band or a longer wave- 
length band than the specific wavelength band used for writing the grating. 

[0014] In using the coat layer of this invention, the grating can be written by UV irradiation through the coat layer 
20 because it transmits UV in the specific wavelength band, and at the same time, the coat layer absorbs UV and cures in 
the formation thereof so as to work as a protecting coat of the optical fiber. 

[001 5] The core is preferably co-doped with at least Sn in addition to Ge in an amount equivalent to that in the core 
of an optical fiber to be connected. The amount of Ge to be doped is preferably that for attaining a relative refractive 
index difference between the cladding and the core of approximately 0.9%, while the concentration of Sn is preferably 

25 1 0000 through 1 5000 ppm. 

[001 6] The co-doped Sn (tin) stationarily increases the photo-induced refractive index change of the core as com- 
pared with a core doped with Ge alone in a general concentration. As a result, the reflectance attained by irradiating 
with the UV can be increased as compared with that of the core doped with Ge alone in the general concentration. Spe- 
cifically, a specific wavelength (Bragg wavelength) XB reflected by a grating is represented by the following formula (1), 

30 and the reflectance RB for reflecting light of the Bragg wavelength is represented by the following formula (2): 

A.B = 2 • n • P (1) 

n: Effective refractive index 
35 P: Grating pitch 



RB = tanh 2 (jc • L • An • t\/XB) (2) 

40 

L: Grating length 

An: Refractive index modulation 

r| : Propagation optical energy included in a core 

45 region 

[0017] In the case where the core co-doped with Sn is irradiated with UV, the refractive index modulation An is 
larger than in the core doped with Ge alone in the general concentration, resulting in increasing the reflectance RB. 
Accordingly, by forming the coat layer from the UV transmitting resin, not only the grating can be effectively written with- 
out removing the coat layer but also the ccxtoped Sn can increase the reflectance of the written grating. 

so [001 8] In addition, since the concentration of the doped Ge is equivalent to that in the core of an optical f ber to be 
connected, connection loss can be prevented from increasing even when the fiber grating is connected to the optical 
fiber with the general specifications. Moreover, since the reflectance can be stationarily increased by co-doping Sn with- 
out conducting the high pressure hydrogen loading, the restriction in the time period for forming a grating as in the case 
where the high pressure hydrogen load ng is conducted can be avoided. 

55 [0019] The mechanism of the photo-induced refractive index change through UV irradiation has not been made 
clear yet although various ideas including the following have been proposed: An idea based on the Kramers-Kronig 
mechanism that the refractive index change is caused due to the bond between a Ge atom and Si0 2 (quartz glass) 
changed through the UV irradiation; an idea based on a compression model that a glass bond cut through the UV irra- 
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diation causes collapse of the glass structure so as to increase the density, resulting in increasing the refractive index; 
and an idea based on a dipole model. Also, the mechanism of increase of the photo-induced refractive index change by 
co-doping Sn has not been made clear. The present inventors have, however, variously examined and tested materials 
to be doped in a core, premising that the high pressure hydrogen loading, which requires troubles and rather long time 
5 (for example, of two weeks) and is restricted in the time period for forming a grating, is not used and that the amount of 
Ge to be doped is set equivalency to that of the general specifications for avokfing the connection loss, resulting in find- 
ing that the reflectance can be increased by co-doping Sn as described above without causing the conventional prob- 
lems. 

[0020] Furthermore, the coat layer of the UV transmitting resin is preferably covered with a secondary coat layer 
w after writing the grating. The secondary coat layer is formed from a material having a negative coefficient of linear 
expansion so as to cancel the expansion, caused by temperature change, of a glass part of the optical fiber having a 
positive coefficient of linear expansion. The secondary coat layer having a negative coefficient of linear expansion is 
formed from, for example, a liquid crystal polymer (LCP). In using the LCP, even when the core and the cladding show 
an expanding tendency due to temperature change, for example, temperature increase, the secondary coat layer shows 

is a shrinking tendency, thereby suppressing and canceling the expanding tendency of the core and the cladding. As a 
result, the fber grating is never expanded/shrunken by the temperature change but remains in the state prior to the tem- 
perature change, namely, the stability against the temperature change is improved. Thus, the shift of the reflective 
wavelength derived from the expansion/shrinkage can be prevented and suppressed, so as to definitely keep the con- 
stant reflecting function. In this case, between the core and the cladding showing the expanding tendency and the sec- 

20 ondary coat layer showing the shrinking tendency, the primary coat layer of the UV transmitting resin adhered onto the 
both interfaces works as a buffer layer for canceling the expansion/shrinkage. Also, by forming the secondary coat layer 
not only on the portion for writing the grating but also over the entire length of the optical fber constituting the fiber grat- 
ing, the stability against the temperature change can be improved as well as the mechanical strength characteristic 
against externally applied tension can be improved. 

26 [0021] In the method of fabricating a fber grating of this invention, a coat layer is formed in a comparatively large 
specific thickness for attaining the mechanical strength characteristic, and thereafter, UV is irracfiated through the thick 
coat layer. Even in this case, when the irradiation energy is set within a specific range, it is possible to obtain a fber 
grating having a transmitting characteristic with high reflectance without degrading the strength of the coat layer. 
[0022] Specifically, after forming the coat layer of a UV transmitting resin in a large thickness so as to attain a 

30 mechanical strength characteristic equivalent to that of a coated fber to be connected to the fber grating, the UV irra- 
diation is conducted at an irradiation energy density of at least approximately 1.5 through 4.0 kJ/cm 2 . In this case, even 
when the coat layer has a large thickness for attaining the mechanical strength characteristic equivalent to that of the 
coated fiber to be connected, a grating having a good transmitting characteristic with high reflectance can be written in 
the core, that is, the target for writing, by conducting the UV irradiation at the aforementioned irradiation energy density, 

35 and degradation of the strength of the glass part and the coat layer due to the UV irradiation can be minimized so as to 
keep the aforementioned mechanical strength characteristic. In addition, since the thick coat layer is formed before writ- 
ing the grating, the fber grating can be mass produced without spoiling improvement of productivity. Fiber gratings are 
classified into a short-period fber grating for attaining refractive index modulation of a 0.5 urn period for realizing back 
coupling to a core and a long-period fber grating for attaining refractive index modulation of a 100 through 500 urn 

40 period for realizing front coupling to a cladding, to both types of which the invention is applicable. 

[0023] From the viewpoint of productivity, the coat layer is most preferably formed by single coating immediately 
after drawing a non-coated fber. The Thickness" of the coat layer may be determined so as to attain, after writing the 
grating, substantially the same mechanical strength characteristic as that of a general communication coated fiber to 
be connected to the fiber grating. Specifically, the thickness is at least approximately 30 \um. In a non-coated fber of 

45 125 jim, the coat layer is preferably formed in a thickness of 30 through 50 n m, for example, of 37.5 um. According to 
this invention, since the coat layer is not removed in writing the grating, the strength of the optical fiber is minimally 
reduced, and hence, sufficient mechanical strength can be attained even when the coat layer has a thickness of 50 jun 
or less. 

[0024] Also, the "irradiation energy density" of the UV is preferably set within the range between 1 .5 and 4.0 kJ/cm 2 
so in order to suppress increase of the Young's modulus of the coat layer within a predetermined range. The UV irracfiation 
may be conducted by any of various methods, for example, by repeating irradiation at a predetermined pulse frequency 
with a short pulse width and with a constant energy of each pulse; by continuous irradiation; and by intermittent irradi- 
ation with large energy at intervals. 

[0025] The UV irradiation at such an irradiation energy density may be conducted with the UV converged by a cylin- 
55 drical lens, and in this case, the entire coat layer is placed in a position within a beam pattern of the UV converged 
toward a focal point. 

[0026] When UV is converged by the cylindrical lens, the irradiation density of the UV is highest at the focal point. 
However, when the UV irradiation is conducted through the coat layer of the coated fiber as the target for writing, the 
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coat layer can be locally damaged, for example, burnt or changed in color (yellowed) by placing the coated fiber on the 
focal point When the entire coat layer is placed within the beam pattern as described abcve, the coated f ber can be 
uniformly irradiated at the predetermined irradiation density without damaging the coat layer. In addition, from the view- 
point of shortening time for the irradiation process, the coated fiber as the target for writing is most preferably placed 
5 not only within the beam pattern but also in a position where the outer face of the coat layer of the coated fiber is inter- 
nally in contact with the outer edge of the beam pattern. Specifically, the position for attaining the internal contact cor- 
responds to a position closet to the focal point and a position for the entire coat layer placing within the beam pattern, 
and hence, the UV can be irradiated at the highest irradiation density in a range where the damage of the coat layer is 
avoided. 

w [0027] Moreover, when the core is loaded with hydrogen before the UV irradiation, the photo-induced refractive 
index change caused by the U V irradiation can be increased, resulting in forming a grating with further higher reflect- 
ance. Furthermore, when the core as the target for writing is co-doped with at least Sn in addition to Ge, the photo- 
induced refractive index change caused by the UV irradiation can be increased even if the concentration of the doped 
Ge is equivalent to that in a coated fiber to be connected, resulting in forming a grating with further higher reflectance. 

15 [0028] In conducting the U V irradiation through the coat layer, when the f ber grating is to be fabricated by irradiating 
with UV converged by the cylindrical lens, the optical fiber bearing the coat layer is preferably placed in a position 
between the cylindrical lens and a focal point of the cylindrical lens so that the entire optical f ber including the coat layer 
can be positioned within a beam pattern of the UV converged toward the focal point by the cylindrical lens. 
[0029] Since the irradiation density of the UV is the highest at the focal point to which the UV is converged by the 

20 cylindrical lens, when the UV irradiation is conducted not through the coat layer but with the coat layer removed, the 
glass part from which the coat layer is removed is disposed as close as possible to the focal point. However, when the 
UV irradiation is conducted through the coat layer as in this invention, the coat layer is locally damaged to be burnt or 
changed in color (yellowed) by disposing the coated f ber on the focal point When the coated fiber is disposed so as to 
place the entire coat layer within the beam pattern, however, the coated f ber can be uniformly irradiated at the prede- 

25 termined irradiation density without damaging the coat layer. 

[0030] In particular, the coated ffoer is most preferably placed not only within the beam pattern but also in a position 
where the outer face of the coat layer is internally in contact with the outer edge of the beam pattern. Specifically, the 
position for attaining the internal contact corresponds to a position closest to the focal point and a position for the entire 
coat layer placing within the beam pattern. Therefore, the UV can be irradiated at the highest irradiation density within 

30 the range where the damage of the coat layer is avoided. In this manner, the time required for writing the grating can be 
shortened, resulting in improving the efficiency of fabrication of the f ber grating. 

[0031 ] The core is preferably loaded with hydrogen before the UV irradiation, or preferably co-doped with at least 
Sn in addition to Ge. 

[0032] In another method of fabricating a fiber grating of this invention, a grating is written in a state where tensile 
35 strain is caused by applying a tensile force. Thereafter, when the applied tensile force is released so as to elastically 
restore the tensile strain, the grating pitch of the grating written in a core is narrowed correspondingly to the elastically 
restored tensile strain. Thus, the wavelength characteristic can be shifted toward a shorter wavelength, and in addition, 
the shift toward a shorter wavelength can be stably kept 

[0033] Specifically, according to the invention, a tension application step of causing tensile strain along a ffoer axial 

40 direction by previously applying a tensile force along the f ber axial direction to a portion for writing a grating of an optical 
fber to be fabricated into a fiber grating; an irradiation step of writing the grating with a predetermined grating pitch 
along the fber axial direction in the core of the optical fiber by irradiating, with UV, the optical fber with the tensile force 
applied in the tension applying step; and a tension release step of shifting the grating pitch of the grating written in the 
core toward a shorter wavelength by releasing the applied tensile force after the irradiation step are executed. 

45 [0034] In this case, tensile strain (expansion strain) is caused along the fber axial direction in the core of the optical 
fber in the tension application step, so as to keep the core to be expanded along the fber axial direction. Next, the irra- 
diation step is conducted under this condition, so as to write the grating with the predetermined grating pitch in the 
expanded core. Then, the tensile force applied to the optical fber where the grating has been written is released in the 
subsequent tension release step, thereby elastically restoring the expansion strain. Accordingly, the grating pitch of the 

so written grating is shifted to be narrowed. As a result, the wavelength of light reflected by the grating is shifted toward a 
shorter wavelength correspondingly to the narrowed grating pitch. Therefore, the shift control of the wavelength char- 
acteristic toward a shorter wavelength, which cannot be realized by a conventional tension applying method for keeping 
an applied tensile force after writing a grating, can be realized by the present method. Also, in this case, differently from 
the conventional tension applying method, the grating is written under application of the tensile force and the tensile 

55 force is released thereafter. Therefore, the grating shifted toward a shorter wavelength is stably formed in the core of 
the optical fiber under application of no load, and hence, the wavelength characteristic shirted toward a shorter wave- 
length of the fiber grating can be stably obtained. Moreover, as compared with the conventional tension applying 
method, there is no need to keep the applied tension in an individual optical fiber, and therefore, a fber grating easily 
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dealt with and controlled in the wavelength by tension application can be easily mass produced. 
[0035] The optical fiber used in the fabrication of the fiber gating may be a non-coated fber formed of a core and 
a cladding, namely, one excluding a coat layer, which does not limit the invention, and a coated fiber obtained by coating 
the non-coated fiber with a coat layer can be used. In this case, in order to transmit UV for effectively causing the photo- 

5 induced refractive index change in the core through the UV irradiation, the coat layer is preferably formed from a UV 
transmitting resin. When the UV irradiation is conducted through the coat layer, the tensile force applicable in the ten- 
sion application step can be set to a large value, and as the value of the applied tensile force is larger, the tensile strain 
caused in the core can be larger so as to increase the elastic restoration obtained in the tension release step, namely, 
the narrowed gating pitch. As a result, the shift of the wavelength characteristic toward a shorter wavelength can be 

10 increased, so as to enlarge the range for the wavelength control. For example, since a non-coated fber is generally bro- 
ken when a tensile force corresponding to expansion of 1% is applied, the tension application step is conducted in a 
small tension region where a smaller tensile force is applied. However, since the expansion where a fear of fracture 
occurs is generally 6% in a coated fiber, when the coated fber is used in the tension application step, a large tensile 
force corresponding to the expansion of at least 4% or more can be applied. 

75 [0036] Furthermore, after applying and releasing the tensile force for the wavelength control, a screening step of 
conducting a screening test on the portion of the fabricated fiber grating where the grating has been written by applying 
a predetermined tensile force may be carried out. Thus, a test on the mechanical characteristic of the portion where the 
grating is written with the wavelength controlled, namely, a test on the strength and surface damage, can be conducted 
following the fabrication of the fiber grating, and this method is suitable for a mass production system for fiber gratings. 

20 [0037] The screening step may be conducted subsequently to a general fiber grating fabrication method in which 
the irradiation step alone is conducted for writing a grating without conducting the tension application step and the ten- 
sion release step. Thus, in the fabrication of a fiber grating, writing of the grating and the screening test for the fiber grat- 
ing where the grating has been written can be carried out in continuous procedures, and this is also suitable for the 
mass production system for fber gratings. 

25 [0038] The fber grating fabrication apparatus of this invention includes a UV irradiation system for irradiating an 
optical fber with UV so as to write a grating with a predetermined grating pitch along a fiber axial direction in a core of 
the optical fber; and a tension applying mechanism for causing, by temporarily applying a tensile force, tensile strain 
along the fber axial direction in a portion of the optical fber irradiated with the UV by the UV irradiation system. 
[0039] The "UV irradiation system" includes any apparatus and mechanism for writing a grating by irradiating, with 

30 UV and preferably a UV laser beam, the optical fber over a range in the axial direction for writing the grating, and 
includes, for example, a laser source, a phase mask, a mechanism for changing a position irradiated with the laser 
beam and the like. Also, the "tension applying mechanism" may be realized by a structure for fixing the positions of two 
portions of the optical fber sandwiching the portion irradiated with UV by using adhering or frictional means and for 
applying a tensile force to the portion irradiated with UV by moving one or both of the fixed portions along the axial direc- 

35 tion. 

[0040] The tension application step is conducted by the tension applying mechanism for applying and keeping the 
tensile force along the fber axial direction to the portion irradiated with UV, and the irradiation step is conducted by the 
UV irradiation system for irradiating with UV with the tensile force applied. Thus, the grating can be written through the 
UV irradiation in the core where tensile strain along the fiber axial direction is caused by the tension application. Then, 

40 the tension release step is carried out by releasing the applied tensile force by the tension applying mechanism after 
writing the grating. In this manner, the core shrinks along the fber axial direction to restore, and the written grating 
shrinks in the fber axial direction in accordance with the shrinkage of the core, resulting in narrowing the grating pitch 
as compared with that initially written. As a result the wavelength of light reflected by the grating can be shifted toward 
a shorter wavelength than that reflected by the initially written grating. 

45 [0041 ] The "tension applying mechanism" may be specifically constructed from a pair of fixing means for fixing two 
portions of the optical fber away from each other in the fber axial cfirection and sandwiching the portion irradiated with 
UV by the UV irradiation system; and moving means for forcedly moving at least one of the pair of fixing means away 
from and toward the other along the fber axial direction. More specifically, an example of the "fixing means" is a winding 
reel for winding the optical fiber around an axis perpendicular to the fber axial direction so as to fix the optical fiber by 

so using friction against the optical fber. Specifically, by winding the optical fber around the circumference of the winding 
reel, the optical fiber is fixed so as not to relatively move along the axial direction by using frictional resistance caused 
between the optical fber and the circumference of the winding reel. In this case, the winding reel to be moved by the 
moving means is rotatably supported around the perpendicular axis in one position along the fber axial cfirection, and 
the "moving means" is constructed from a motor for forcedly rotating, by predetermined revolutions, the winding reel to 

55 be moved with the optical fiber wound. Since the optical fber is fixed in its position by using the frictional resistance, the 
optical fiber can be fixed with no fear of damage caused in the optical fber itself, and when the winding reel is forcedly 
rotated by the motor around the center axis thereof, a tensile force can be easily and definitely applied to the optical 
fiber. The Ending reel" is in a cylindrical or a column shape, and from the viewpoint of easiness in controlling the ten- 
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sion application, the "motor" is preferably a pulse motor or the lite whose revolutions can be determined in proportion 
to the number of input pulses. 

[0042] Moreover, in using the fiber grating fabrication apparatus, when the irradiation step and the screening step 
alone are to be conducted, the writing of the grating and the screening test of the f ber grating where the grating has 
5 been written can be both carried out in the same fabrication apparatus. Specifically, after writing the grating, through the 
UV irradiation by the UV irradiation system, in the optical fiber under application of no load, a tensile force for causing 
predetermined expansion strain along the fiber axial direction for the screening test is applied by the tension applying 
mechanism. 

w Brief Description of Drawings 
[0043] 

Figure 1 is a schematic diagram for showing a method of writing a grating according to an embodiment of the inven- 
15 tion. 

Figure 2 is a horizontal sectional view of a coated fiber obtained by further coating a coated fiber of Figure 1 with a 
secondary coat layer. 

Figure 3 is a diagram for showing a necessary coefficient of linear expansion of the secondary coat layer as the 
relationship between a cross-sectional area and a Mwng's modulus. 
20 Figure 4 is a schematic diagram of a use for a f ber grating of the embodiment. 
Figure 5 is a schematic diagram of another use different from that of Figure 4. 
Figure 6 is a schematic diagram of still another use different from those of Figures 4 and 5. 
Figure 7 is a diagram for showing the characteristics of strain change and phase change against temperature 
change. 

25 Figure 8 is a diagram for showing the characteristic of absorption against a wavelength. 

Figure 9 is a diagram for showing the reflectance characteristics of various f ber gratings against UV irradiation 
time. 

Figure 1 0 is a schematic diagram of a fabrication apparatus. 

Figure 1 1 is a diagram for showing the positional relationship between a coated f ber and a cylindrical lens system. 

30 Figure 1 2 is an enlarged horizontal sectional view of the coated f ber. 

Figure 13 is a diagram for showing the dependence of UV absorbance on an irradiation energy density. 

Figure 14 is a diagram of a reflection spectrum of the fiber grating. 

Figure 15 is a diagram of a Weibull distrtoution of failure strength of the ffoer grating. 

Figure 1 6 is a diagram for showing the temperature characteristic of a center wavelength of the fiber grating. 

35 Figure 17 is a diagram for showing the tension application characteristic of the center wavelength of the fiber grat- 
ing. 

Figure 18 is a schematic diagram for shewing a fiber grating fabrication apparatus according to an embodiment of 
the invention. 

Figure 19 is an enlarged explanatory diagram of a tension applying mechanism of Figure 18. 
40 Figure 20 is an enlarged sectional view taken on line A-A of Figure 19. 

Best Mode for Carrying Out the Invention 

[EMBODIMENT 1] 

45 

[0044] An embodiment of a fiber grating according to the invention will now be described with reference to the 
accompanying drawings. 

[0045] Figure 1 shows the principle of a method of fabricating a fber grating of this embodiment In Figure 1, a 
coated fiber 1 in a given length serving as a target for writing a grating is shown. The coated fiber 1 includes a core 2 
so in which a Bragg grating 21 is to be written, a cladding 3 formed around the core 2, and a coat layer 4 for coating the 
outer face of the cladding 3. 

[0046] The core 2 is doped with Ge in a concentration equivalent to that of Ge included in the core of an optical fiber 
with the general specifications. In order to stationary increase photo-induced refractive index change, the core 2 is 
preferably doped not only with Ge but also with another dopant of Sn, Sn and Al, or Sn, Al and B. Herein, an optical fiber 
55 with the general specifications means a coated fber to be connected to the coated fber 1 . The core of the coated fiber 
with the general specifications is generally doped with Ge in a concentration for attaining a relative refractive index dif- 
ference of approximately 0.9%. 

[0047] The core 2 of the coated fber 1 is doped not only with Ge in a concentration equivalent to that in the core of 
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the optical fiber with the general specifications (a concentration for attaining a relative refractive index difference of 
approximately 0.9%) but also with Sn in a concentration of 10000 ppm or more, and preferably 10000 through 15000 
ppm. In addition to Sn in such a concentration, Al or the like in a concentration of 1000 ppm or less can be co-doped. 
[0048] The addition of the dopant can be carried out by any of various known methods. For example, when the addi- 
s tion is carried out by immersion, a compound of Ge or Sn (with respect to Sn, for example, SnCfe • 2H2O) is mixed with 
methyl alcohol, and the core is immersed in the resultant solution. 

[0049] The primary coat layer 4 is made from a UV transmitting resin having a characteristic of transmitting UV. The 
primary coat layer 4 may be made from any resin that can transmit at least a specific wavelength band (for example, a 
wavelength band of 250 nm through 270 nm) of UV irradiated for writing the grating 21 . Preferably, it is made from a 

10 resin that scarcely absorbs but transmits UV in the specific wavelength band but cures by absorbing UV of a wavelength 
shorter than or longer than the specific wavelength band. Specifically, the primary coat layer 4 is most preferably formed 
from a resin that exhibits different UV absorbing characteristics depending upon the wavelength so that it can be of the 
UV transmitting type against the specific wavelength band and of the UV curable type against a wavelength shorter than 
or longer than the specific wavelength band. Urethane type acrylate or epoxy type acrylate including a photoinitiator for 

is starting/accelerating a curing reaction when irracfiated with UV of a wavelength, for example, shorter than 240 nm or 
longer than 270 nm is used as such a resin. 

[0050] Next, the grating 21 is written in the coated fiber 1 including the core 2 co-doped with Ge, and Sn or Sn and 

Al in a predetermined concentration, and the primary coat layer 4 of the UV transmitting resin. 

[0051] The grating 21 can be written by any of various known methods. For example, the phase mask method can 

20 be employed. In this case, a phase mask 5 in the shape of a grating is cfisposed on the immediate side of the coated 
fiber 1 as is shown in Figure 1, so that the phase mask 5 can be irradiated with a UV laser beam through a cylindrical 
lens system 6. At this point, coherent UV light of, for example, 266 nm correspond ng to a frequency-quadrupled wave- 
length of that of Nd-YAG laser is used for the irradiation. Thus, the grating 21 with a grating pitch corresponding to the 
grating pitch of the phase mask 5 is written in the core 2. 

25 [0052] In writing the grating 21 , since the primary coat layer 4 constituting the outer face layer of the coated fiber 1 
is made from the UV transmitting resin, it can transmit the UV laser beam so that the core 2, that is, the target for writing, 
can be effectively irradiated. As a result, the grating 21 can be easily written in the core 2. Accorcfingly, the grating 21 
can be easily written without removing the primary coat layer, and hence, the conventional troublesome process for 
removing the coat layer can be omitted. Thus, mass production of the fber grating can be easily and efficiently carried 

30 OUt 

[0053] Since the core 2 corresponding to the target for writing is co-doped with Sn or Sn and Al in addition to Ge, 
the irradiation with the UV laser beam can cause comparatively large photo-induced refractive index change (namely, 
the photosensitivity can be improved), so as to form the grating 21 with high reflectance. Moreover, since the high 
reflectance of the grating 21 can be thus attained by doping the core with Ge in the same amount as that in the optical 

35 fiber with the general specifications, there is no fear of occurrence of connection loss derived from mismatching in the 
amount of doped Ge even when the both ends of the coated fber 1 constituting the fiber grating are connected to 
coated fibers with the general specifications. In addition, since the increase of the photo-induced refractive index 
change is stationary, it is possible to avoid the restriction in the period for forming the grating as in the case where the 
high reflectance is attained by conducting the high pressure hydrogen loacfing. 

40 [0054] The outer face of the primary coat layer 4 of the coated fber 1 in which the grating 21 is written as described 
above can be further covered, as is shown in Rgure 2, continuously along the entire length of the coated fber 1 with a 
secondary coat layer 7 having a negative coefficient of linear expansion. In this manner, an ultimate coated fiber includ- 
ing the fiber grating is obtained. 

[0055] The secondary coat layer 7 has a temperature characteristic of expanding/shrinking in a direction for sup- 
45 pressing and canceling expansionfehrinkage, according to temperature change, of a glass part F including the core 2 
and the cladding 3, so that the expansion/shrinkage of the entire fber grating according to the temperature change can 
be sippressed and prevented as for as possible. Specifically, the secondary coat layer 7 is made from a resin having a 
negative coefficient of linear expansion balanced with the positive coefficient of linear expansion of the glass part F. 
More specifically, the negative coefficient of linear expansion, the Young's modulus and the cross-sectional area (the 
so outer diameter or the thickness) of the secondary coat layer 7 are determined so that the temperature characteristic of 
the glass part F in view of the hardness (Young's modulus) and the cross-sectional area in addition to the positive coef- 
ficient of linear expansion of the glass part F can be balanced with the temperature characteristic of the secondary coat 
layer 7 in view of the hardness (Young's modulus) and the cross-sectional area in addition to the negative coefficient of 
linear expansion of the secondary coat layer 7, namely, the positive and negative temperature characteristics can be 
55 balanced. 

[0056] An example of the concrete specifications of the secondary coat layer 7 determined in accordance with this 
course will now be descrbed with reference to Figure 3. In the case where the positive coefficient of linear expansion 
of the glass part F is 0.6 ppm/°C. the Young's modulus is 73 GPa, the cross-sectional area is 0.0123 mm 2 (with an outer 
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diameter of 0.125 mm) and the outer diameter of the primary coat layer 4 is 0.25 mm, the concrete specifications of the 
secondary coat layer 7 are shewn in Figure 3 with the cross-sectional area, the coefficient of linear expansion and the 
Young's modulus of the secondary coat layer 7 used as parameters. Specifically, in the case where the Vbung's modu- 
lus of the secondary coat layer 7 is set to 1 0 GPa, 30 GPa or 50 GPa and the cross-sectional area is changed by vari- 

5 ousiy changing its outer diameter, the negative coefficient of linear expansion of the secondary coat layer 7 required to 
be balanced with the positive temperature characteristic of the glass part F can be obtained from Figure 3. According 
to Figure 3, the secondary coat layer 7 should have a coefficient of linear expansion of -5 ppmfC through -10 ppm/*C 
regardless of the cross-sectional area excluding a region where the cross-sectional area is as small as 0. 1 mm 2 or less. 
In addition, as the value of the Nbung's modulus is larger (harder), the absolute value of the negative coefficient of linear 

10 expansion can be smaller, and as the value of the Young's modulus is smaller (softer), the absolute value of the nega- 
tive coefficient of linear expansion should be larger because it is necessary to more largely shrink in accordance with 
the temperature change, but the change of the negative coefficient of linear expansion against the change of the 
Youn 9's modulus is limited to a comparatively small range. Also, including the case where the cross-sectional area is 
very small, the coefficient of linear expansion required of the secondary coat layer 7 may be set to -5 ppnVC or less. 

is An example of the resin for forming such a secondary coat layer 7 is Vectra A950 (product name available from Poly- 
plastics Co., Ltd.), that is, a liquid crystal polymer material having a coefficient of linear expansion of -5 ppmTC or less 
and a Nfoung's modulus of 10 GPa or more. 

[0057] In the exemplified case shown in Figure 3, the primary coat layer 4 has a coefficient of linear expansion of 
100 ppm/°C and a Young's modulus of 1 through 500 MPa. 

20 [0058] Since the coated fiber 1 ' included in the fiber grating is covered with the secondary coat layer 7 having the 
negative coefficient of linear expansion, the expansiorvshrinkage of the fiber grating can be suppressed and prevented 
even when the temperature changes, so that the function of the written grating 21 , namely, the function to reflect light 
of a specific wavelength, can be kept as desired. Specifically, although the glass part of the fiber gating is to extend 
through expansion due to its positive coefficient of linear expansion in accordance with increase of the atmosphere tern- 

25 perature, the secondary coat layer 7 is to shrink due to its negative coefficient of linear expansion in accordance with 
the temperature increase. Accordingly the expanding force of the glass part F and the shrinking force of the secondary 
coat layer 7 are mutually interfered through the primary coat layer 4 to be balanced, resulting in suppressing and pre- 
venting the expansion of the glass part F and keeping it in the same state as that attained prior to the terrperature 
increase. 

30 [0059] In addition, the secondary coat layer 7 is formed not locally in the portion for writing the grating 21 but con- 
tinuously along the entire length of the coated fiber 1 ' constituting the f ber grating. Therefore, the balance between the 
expanding force of the glass part F and the shrinking force of the secondary coat layer 7 can be attained along the entire 
length of the coated f ber 1 \ resulting in stabilizing the mechanical strength characteristic of the entire f ber grating. 
[0060] Examples of the use of the f ber grating in which the grating 21 is written are as follows: For exarrple, when 

35 it is used as an optical demultiplexer or an optical multiplexer, in transmitting light of a wavelength band with a corrpar- 
atively small width including a large number of different wavelengths A.1 through An as is shown in Figure 4, light of a 
specific wavelength X i alone can be reflected so as to isolate the light of the specific wavelength Xi through a circulator 
8. This structure can be used, for example, in the field of Add-Drop type wavelength division multiplex communications. 
[0061] Alternatively, ft can be formed as a chirped fiber grating 21' as is shown in Figure 5 so as to be used as a 

40 substitute for a multi-layered film filter. Specifically, light of a specific wavelength band (a center wavelength XT) among 
plural wavelength bands (X1 through Xn) can be reflected so as to cut the light of the specific wavelength band and 
transmit light of the wavelength bands other than specific wavelength band. As an example of the application of the 
chirped f ber grating 21 \ by utilizing the delay characteristic that light of a longer wavelength in the specific wavelength 
band is reflected at the earlier stage and light of a shorter wavelength is reflected later, it can be used as a dispersion 

45 compensator for taking out the reflected wave by using a circulator and transmitting ft in a dispersed state. 

[0062] Furthermore, when the grating 21 is formed on both sides of an amplifier medium 9 as shown in Figure 6. a 
resonator in which each grating 21 works as a laser mirror can be obtained. Specifically, light of a specific wavelength 
is reflected between the gratings 21 on both sides of the amplifier medium 9. 

[0063] According to this embodiment since the grating 21 or 21 ' used in each of the aforementioned uses can be 
so improved in the reflectance, the light of a specific wavelength or a specific wavelength band can be substantially com- 
pletely reflected, so as to take out or cut the substantially entire light of the specific wavelength or the specific wave- 
length band. 

[0064] The invention is not limited to the aforementioned embodiment but can be practiced in various other errbod- 
iments. Specifically, the metal elements to be co-doped in addition to Ge are Sn or Sn and Al in the aforementioned 
55 embodiment, but the metal elements are not limited to them, and for example, one of or two or more of metal elements 
such as cesium (Ce), praseodymium (Pr). terbium (7b) and boron (B) can be co-doped in add tion to Ge. Moreover, a 
combination of Sn and any of these metal elements can be co-doped in addition to Ge. 
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< Example 1 ) 

[0065] ft was examined whether or not a grating could be effectively written by UV irradiation through the primary 
coat layer 4 of a UV transmitting resin. 

s [0066] Specifically, a non-coated fiber including a core 2 co-doped with Ge, Sn and Al was used to fabricate the fol- 
lowing three samples: Sample 1 was fabricated by coating the non-coated fiber with the primary coat layer 4 of a UV 
transmitting resin to obtain the coated fiber 1 and writing a grating in the coated fber 1 through UV irradiation through 
the primary coat layer 4; Sample 2 was fabricated by loading hydrogen at a high pressure in the core 2 of the non- 
coated fiber, coating the non-coated fiber with the primary coat layer 4 of a UV transmitting resin the same as that used 

10 in the first example to obtain the coated fiber 1 , and writing a grating in the coated fiber 1 through U V irradiation through 
the primary coat layer 4; and Sample 3 was fabricated by loading hydrogen at a high pressure (hydrogen treatment) in 
the core 2 of the non-coated fber in the same manner as in the second example, and writing a grating through UV irra- 
diation without coating the non-coated fber with the primary coat layer 4. Each of these samples was examined for the 
reflectance of the gating, and the center wavelength and the wavelength width of the maximum reflective wavelength 

is band in a reflection spectrum represented by the relationship between the wavelength and the reflectance. 

[0067] Each of Samples 1 , 2 and 3 will be specifically described. The non-coated fiber had a diameter of 1 25 urn, 
a mode field diameter of 6.2 urn and a cut-off wavelength of 1 .28 jim, and the core of the non-coated fber was co-doped 
with Ge in a concentration for attaining a relative refractive index difference A of approximately 0.9%, Sn in 15000 ppm 
and Al in 1 000 ppm. In Sample 1 , the non-coated fber was coated with the primary coat layer 4 of a UV transmitting 

20 resin adjusted to have a transmission characteristic in the vicinity of 250 nm, approximately 1 0 times or more as high 
as the transmrttance of a general UV curable resin. Also, in Sample 2, the core of the non-coated fiber was loaded with 
hydrogen at a high pressure, and the resultant non-coated fber was coated with the primary coat layer 4 of the same 
UV transmitting resin as that used in Sample 1 . Furthermore, in Sample 3, the core was loaded with hydrogen at a high 
pressure in the same manner as in Sample 2, and the non-coated fber was directly used without forming the primary 

25 coat layer 4. The high pressure hydrogen loading was conducted by sealing the core within a sealed vessel loaded with 
hydrogen at a high pressure of approximately 200 MPa for a predetermined period of time ranging between 1 week and 
2 weeks. 

[0068] Furthermore, the Bragg grating was written in each of Samples 1,2 and 3 by using a UV laser source oper- 
ated at 266 nm, that is, a frequency-quadrupled wavelength of YAG laser, with a pulse width of 50 ns and a repeating 
30 frequency of 1 0 Hz by the phase mask method using the phase mask 5 and the lens system 6 having a laser emission 
power of 10 mW for converging the UV (as shown in Figure 1). Each grating 21 formed through the UV irradiation had 
a grating length of 10 mm. 

[0069] As a result of writing the Bragg grating, the grating having a center wavelength in the vicinity of 1549 nm was 
formed in each of Samples 1 , 2 and 3, and these gratings had reflectance and wavelength widths as listed in Table 1 : 

35 



Table 1 



Sample 


Primary coat layer 


Hydrogen treatment 


Grating length 


Reflectance 


Wavelength width 


1 


formed 


not conducted 


10 mm 


8% 


0.10 nm 


2 


formed 


conducted 


10 mm 


80% 


0.12 nm 


3 


not formed 


conducted 


10 mm 


99% 


0.15 nm 



45 [0070] As shown in Table 1 , in Samples 1 and 2, which are examples of the invention where the UV laser beam is 
irradiated through the primary coat layer 4, the wavelength widths are 0.10 nm and 0.12 nm, respectively. Therefore, 
regardless of the hydrogen treatment (high pressure hydrogen loading), the wavelength widths are not enlarged in 
Samples 1 and 2 as compared with that of Sample 3, namely, 0. 1 5 nm, where the non-coated fiber without bearing the 
primary coat layer 4 was irradiated with the UV laser beam. Accordingly, it is understood that the grating is effectively 

so written in the core 2 even when the UV laser beam is irradiated through the primary coat layer 4. In particular, in Sample 
1 which was not subjected to the hydrogen treatment, although the reflectance of 8% is slightly poor, it is understood 
that the grating is effectively written by the UV irradiation through the primary coat layer 4. The reflectance of Sample 1 
was as low as 8% probably because the time of the UV laser irradiation was comparatively short 
[0071] Moreover, each of Samples 1 and 2 was coated with the secondary coat layer 7 of a resin having a prede- 

55 ter mined negative coefficient of linear expansion, so as to examine the strain and the change (shift) of the center wave- 
length of the maximum reflective wavelength band caused by changing the temperature by 10°C at a time between - 
20°C and +1 00°C. In a specific test method, a coated fiber 1 ' with an effective length of 1 00 m was housed in a thermo- 
static chamber, and light modulated in the frequency by a modulation frequency of 500 MHz was input to the input end 
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so as to measure the phase of output light emitted from the output end. The strain was obtained based on the phase 
difference between the input light and the output light. 

[0072] As a result as is shown in Figure 7, even when the temperature was changed in the range between -20°C 
and +1 00°C, the coefficient of linear expansion was changed merely by 1 ppm/°C, and the shift of the center wavelength 

5 in accordance with the temperature change could be suppressed to be very small. 

[0073] The transmission characteristic measured in the UV transmitting resin used for forming the primary coat 
layer 7 of Samples 1 and 2 is shown in Figure 8. This is absorption of the UV transmitting resin in a thickness of 20 urn 
against light of respective wavelengths. As is shown with a solid line in Figure 8, the absorption is very small in the 
wavelength band of 240 nm through 270 nm, which is used in writing the grating, while UV of the wavelength band 

io shorter than 240 nm is sufficiently absorbed so as to accelerate the curing reaction. 

< Test Example) 

[0074] It was confirmed that the reflectance is increased by co-doping Sn or the like in addition to Ge in a general 
75 concentration. 

[0075] Specif ically, the following samples were fabricated so as to compare their performance in the reflectance: In 
Sample 4, that is, an example of the invention, the grating was written in a core co-doped with Ge in a concentration of 
the general specifications and Sn; in sample 5, the grating was written in a core doped with Ge alone in a concentration 
of the general specifications; and in Sample 6, the grating was written in a core doped with Ge alone in a higher con- 

20 centration than in the general specifications. 

[0076] Now. Samples 4, 5 and 6 will be specifically described. In each sample, the non-coated fiber had an outer 
diameter of 125 nm, a mode field diameter of 6 nm and a cut-off wavelength of approximately 1 .3 nm. In Sample 4. the 
core was co-doped with Ge in a concentration for attaining the relative refractive index difference A of 0.9% and Sn in 
a concentration of 10000 ppm, so as to attain the relative refractive index difference A of 1 .0%. In Sample 5, the core 

25 was doped with Ge alone in a concentration for attaining a relative refractive index difference A of approximately 0.9%, 
and in Sample 6, the core was doped with Ge alone in a concentration for attaining a relative refractive index cfifference 
A of approximately 2.0%. 

[0077] Furthermore, with respect to each type of cores of the samples, two kinds were prepared, one of which was 
loaded with hydrogen at a high pressure and the other was not loaded with hydrogen (without the hydrogen treatment), 

30 so as to compare the core obtained without the hydrogen treatment and the core loaded with hydrogen. Accordingly, 
Samples 4, 5 and 6 without the hydrogen treatment are respectively designated as E-1 , N-1 and H-1 , and Samples 4, 
5 and 6 loaded with hydrogen at a high pressure are respectively designated as E-2, N-2 and H-2. The high pressure 
hydrogen loading was conducted by sealing the core in a sealed vessel loaded with hydrogen at a high pressure of 
approximately 200 MPa for a predetermined period of time in a range between 1 week and 2 weeks. 

35 [0078] The grating was written in the non-coated fiber of each of Samples E-1 ,2 , N-1, 2 and H-1 ,2, similarly to the 
first test example, by using a UV laser source operated at 266 nm, that is, a frequency-quadrupled wavelength of the 
YAG laser, with a pulse width of 50 ns and a repeating frequency of 1 0 Hz, by the phase mask method using the phase 
mask 5 and the lens system 6 having the laser emission power of 1 0 mW for converging the UV, with variously changing 
the irradiation time (as shown in Figure 1). At this point, a grating with a grating length of 0.3 mm was formed in each 

40 of Samples E-1 , N-1 and H-1 , and a grating with a grating length of 2.0 mm was formed in each of Samples E-2, N-2 
and H-2. 

[0079] The reflectance characteristics against the UV irradiation time of the six kinds of Samples E-1 , N-1 , H-1 , E- 
2, N-2 and H-2, which are different from one another in the three kinds of dopes and in the high pressure hydrogen load- 
ing are shown in Rgure 9. 

45 [0080] On the basis of Rgure 9, the samples obtained without the hydrogen treatment are compared as follows: In 
Sample E-1 that was co-doped with Sn in addition to Ge, the reflectance increased as the irradiation time increased, 
and reflectance of approximately 70% was attained when the irradiation time was 40 through 50 minutes. In Sample N- 
1 that was doped with Ge alone in the general concentration, although the reflectance increased as the irradiation time 
increased, reflectance of merely approximately 30% was attained when the irradiation time was 40 through 50 minutes. 

so In Sample H-1 that was doped with Ge alone in a high concentration, the reflectance increased as the irradiation time 
increased, and reflectance of approximately 75% was attained when the irradiation time was 40 through 50 minutes. 
[0081 ] Accordingly, in Sample E-1 , the reflectance can be increased without the high pressure hydrogen loading by 
co-doping Sn in addition to Ge in the general concentration as compared with Sample N-1 doped with Ge atone in the 
general concentration, and in addition, Sample E-1 attains high reflectance substantially equivalent to that of Sample 

55 H-1 doped with Ge in a high concentration for attaining the relative refractive index difference of 2.0% 

[0082] Furthermore, the samples obtained by conducting the high pressure hydrogen loading are compared as fol- 
lows: In Sample E-2, the reflectance rapidly increased, immediately after the start of the irradiation, to 95% or more in 
the irradiation time of several minutes. In contrast, in Sample N-2 that was doped with Ge alone in the general concen- 
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tration, although the reflectance increased as the irradiation time increased, the reflectance of approximately 95% could 
not be attained until the irradiation time of 30 minutes or more elapsed, and in Sample H-2 that was doped with Ge 
alone in a high concentration, the reflectance increased substantially similarly to that of Sample E-2 although it was 
slightly lower than that of Sample E-2. 

[0083] Accordingly, also when the high pressure hydrogen loading is conducted, in Sample E-2, high reflectance 
substantially equivalent to that of Sample H-2 doped with Ge in a high concentration can be attained by co-doping Sn 
in addition to Ge in the general concentration, and in addition, high reflectance of 95% or more can be attained through 
UV irradiation for a very short period of time as compared with in Sample N-2 doped with Ge alone in the general con- 
centration. 

[0084] Also when the concentration of Sn to be co-doped in each of Samples E-1 and E-2 was increased from 
10000 ppm to 15000 ppm, the effect of attaining high reflectance was substantially similarly exhibited. 
[0085] As descrfoed above, according to the fber grating of this invention, since the coat layer covering the core 
and the cladding is formed from a UV transmitting resin, a grating can be effectively written in the core by UV irradation 
through the coat layer because the UV transmits the coat layer so as to effectively irradate the core. Accordngly, the 
grating can be written without removing the coat layer, and hence, degradation of the transmitting characteristic accom- 
panied by the removal of the coat layer can be avoided, and in addition, the process for removing the coat layer can be 
omitted, so as to ease the fabrication of the fiber grating. 

[0086] When the photo-induced refractive index change of the core is stationarily increased by co-doping Sn as 
compared with a core doped with Ge alone in the general concentration, the formed grating can attain higher reflect- 
ance than that attained by using the core doped with Ge alone in the general concentration. Moreover, when the con- 
centration of the doped Ge is set to the same concentration as in the core of an optical fiber to be connected, the 
connection loss can be prevented from increasing even when the ffoer grating is connected to the optical fber with the 
general specifications. 

[0087] Furthermore, without conducting the high pressure hydrogen loading, the reflectance can be stationarily 
increased by co-doping the core with Ge and Sn, and hence, the time restriction as in forming a grating required when 
the high pressure hydrogen loading is employed can be avoided. 

[0088] When the secondary coat layer is formed, the stability against the temperature change can be improved, 
which leads to stability in the mechanical strength characteristic. As a result, the shift of the reflective wavelength 
derived from expansion/shrinkage of the fiber can be prevented and suppressed, and the same reflecting function can 
be definitely retained, resulting in improving the reliability. 

[EMBODIMENT 2] 

[0089] A fber grating of this embodiment basically has the same structure as that shown in Figure 1 . A coat layer 
4 of this embodiment however, is characterized by being formed in a thickness of at least approximately 30 by sin- 
gle coating subsequently to a process for drawing a non-coated fber 1'. As the material for the coat layer 4, a UV trans- 
mitting resin having the characteristic of transmitting UV as described above is used. 

[0090] Also in this embodiment, a grating 21 is written in a core 2 through UV irradiation from the outside of a 
coated fiber 1 , namely, through the coat layer 4. The grating 21 may be written by any of various known methods. When 
the grating 21 is written by the phase mask method, a phase mask 5 in the shape of a grating is disposed on the imme- 
diate side of the coated fiber 1 as shown in an exemplified fabrication apparatus of Figure 10. Then, the phase mask 5 
is irradiated by using a Nd-YAG laser source 6, that is, solid laser, with a coherent UV laser beam having a frequency- 
quadrupled wavelength (4<a), i.e.. 266 nm, converged by a cylindrical lens system 7. Thus, the UV laser beam transmits 
the phase mask 5 and the coat layer 4. so as to write the grating 21 in the core 2 by increasing the refractive index of a 
portion of its grating pitch corresponding to the grating pitch of the phase mask 5. In using the solid laser, a laser beam 
with higher spatially coherency can be obtained than in using gas laser. When the spatially coherency is higher, a pat- 
tern can be accurately transferred even when a distance between the phase mask 5 and the core 2 is large. In the case 
where the core 2 covered with the coat layer 4 is irradiated with laser as in this invention, the distance between the core 
2 and the phase mask 5 is increased by the thickness of the coat layer 4, and hence, the use of the solid laser leads to 
a very preferable effect. Since the solid laser has smaller output light intensity than gas laser such as KrF, the laser 
beam is preferably converged by using a lens system such as the cylindrical lens system 7 described above. 
[0091 ] In Figure 1 0, a reference numeral TP denotes a beam expander for expanding the UV laser beam into a par- 
allel beam, and a reference numeral "9" denotes a slit with a small width for taking out a portion with uniform power of 
the UV laser beam having been changed into the parallel beam. A reference numeral "1 0" denotes a movable reflective 
mirror movable along the lengthwise direction (shown with a dashed line) of the coated fiber 1 , a reference numeral "1 1 " 
denotes an optical spectrum analyzer, a reference numeral "12" denotes an optical isolator and a reference numeral 
"13" denotes an optical coupler. 

[0092] Now, a method of writing a grating according to this embodiment will be described in detail. 
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[0093] In tNs embodiment the UV laser beam irradiation is conducted at an irradiation energy density of approxi- 
mately 1.5 through 4.0 kJ/cm 2 . Thus, in conducting the UV laser beam irradiation through the coat layer 4, even when 
the coat layer 4 has a thickness of approximately 30 um or more, large refractive index modulation can be caused in the 
core 2 through the coat layer 4, so as to write the grating 21 having high reflectance. 

5 [0094] In addition, the UV laser beam irradiation is conducted with the coated fiber 1 , that is, the target for writing, 
placed in a specific position relative to a beam pattern BP of the UV laser beam converged by the cylindrical lens sys- 
tem 7 as shown in Figure 1 1 . The beam pattern BP is formed by the parallel beam having passed through the cylindrical 
lens system 7 and converged toward a focal point F The coated fiber 1 is positioned so that the entire coated fber 1 
can be disposed within the beam pattern BP and that the outer face of the coat layer 4 of the coated fber 1 can be inter- 

w nally in contact with the outer edge of the beam pattern BP. As far as this positional relationship is satisfied, the coated 
fiber 1 can be disposed in front of the focal point F as is shown with a solid line in Figure 1 1 or behind the focal point F 
as is shown with a dashed line in Figure 1 1 . For example, when the focal distance LI is 100 mm, a coated fber 1 with 
an outer diameter of 200 may be disposed on the optical axis away from the focal point F by a distance L2 corre- 
sponding to approximately 2 mm. When the entire coated fiber 1 is thus disposed within the beam pattern BP, the entire 

is coat layer 4 can be irradiated with the UV laser beam at a uniform irradiation energy density. Moreover, local damage 
(strength degradation), which can be occasionally caused when the coated fiber 1 is dsposed closer to the focal point 
F, can be prevented, and the irradiation can be conducted with the coated fiber 1 placed in a position for attaining the 
highest irradiation energy density within a range where the strength degradation can be avoided, resulting in shortening 
the time required for writing the grating. 

20 

(Example 2) 

[0095] A fiber grating fabricated by the method of the above-described embodiment was examined for the transmit- 
ting characteristic and the mechanical strength characteristic. With respect to the transmitting characteristic, the reflect- 
25 ance against light of a specific wavelength, the full width half maximum and the side lobe, and with respect to the 
mechanical strength characteristic the stress corrosion susceptibility parameter and the failure strength of the fiber 
grating and change of the Young's modulus of the coat layer 4 were measured and tested. 

- Specimen - 

30 

(Specifications of specimen) 

[0096] The specifications of a coated fiber 1 used in the test are listed in Table 2. 

35 

Table 2 



Relative refractive index difference A(%) 


0.97 


Sn concentration (ppm) 


15000 


Al concentration (ppm) 


900 


Mode field diameter (um) 


5.55 


Cut-off wavelength (nm) 


1270 


Diameter of cladding (\nm) 


125 


Outer diameter of coat layer (um) 


200 



[0097] A core glass co-doped with Ge in the general concentration, Sn in a concentration of 15000 ppm and Al in 
so a concentration of 900 ppm was prepared by using both VAD and solution<toping technique, and a fber base material 
obtained by collapsing a cladding glass was drawn around the core glass, so as to obtain a non-coated fiber 1' (see 
Figure 12). Subsequently, the mwvcoated fiber 1 ' was covered by single coating with a coat layer 4 with a thickness of 
37.5 um of a UV transmitting type UV curable resin, thereby obtaining a coated fiber 1 . The coated fiber 1 has a relative 
refractive index difference A of 0.97%, a mode field diameter of 5.55 um, a cut-off wavelength of 1270 nm, a diameter 
ss of the cladding (the outer diameter of the non-coated fiber 1 *) of 125 um, and an outer diameter of the coat layer (the 
outer diameter of the coated fber 1 ) of 200 jim. The coated fber 1 was sealed within a sealed vessel loaded with hydro- 
gen at a high pressure of 20 MPa for approximately 2 weeks for conducting the high pressure hydrogen loading in the 
coated fber 1. 
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(Test lor reflection characteristic attained by co-doping Sn) 

[0098] It was confirmed through increase of the reflectance of a written grating that the photo-induced refractive 
index change is increased by co-doping the core 2 with Sn in addition to Ge in the general concentration. Also, differ- 

5 ence in the reflectance caused by the high pressure hydrogen loading conducted in the core 2 was also confirmed. In 
this test the grating was written through UV laser beam irradiation with the coat layer 4 removed. 
[0099] The following samples were fabricated so as to compare the reflection performance thereof: Sample E-1 
was obtained by co-doping the core 2 with Ge in the general concentration (for attaining a relative refractive index dif- 
ference A of the non-coated ffoer of approximately 0.9%) and Sn in 10000 ppm; Sample E-2 was obtained by conduct- 

10 ing the high pressure hydrogen loading in the core the same as that used in Sample E-1 ; Sample N-1 was obtained by 
doping the core 2 with Ge alone in the general concentration; Sample N-2 was obtained by conducting the high pres- 
sure hydrogen loading in the core the same as that used in Sample N-1 ; Sample H-1 was obtained by doping the core 
2 with Ge in a higher concentration than in the general specifications (for attaining a relative refractive index difference 
A of approximately 2.0%); and Sample H-2 was obtained by conducting the high pressure hydrogen loading in the core 

75 the same as that used in Sample H-1 . 

[0100] The reflection characteristics of six Samples E-1 . N-1 , H-1 , E-2, N-2 and H-2 against the UV irradiation time 
are shown in Figure 9. 

(Test for light absorbance characteristic of coat layer material) 

20 

[0101] The change of light absorbance of the resin used for forming the coat layer 4 against the UV irracfiation 
energy density was confirmed. A sheet with a thickness of 60 (im was formed from the same material as the aforemen- 
tioned resin, and the sheet was irradiated with UV under the same irradiation conditions with merely the irracfiation 
energy density (unit: kJ/cm 2 ) changed between "0", "1 .5" and "9.0", so as to measure the change of the light absorb- 
as ance against the wavelength. The results are shown in Figure 1 3. 

[0102] In Figure 13, DO indicates the light absorbance obtained when the irradiation energy density is "0", namely, 
without irradiating with UV, D1 indicates that obtained when the irradiation energy density is "1 .5", and D2 irxficates that 
obtained when the irradiation energy density is "9.0". 

[0103] As shown in Figure 13, in the range of the wavelength between 250 and 300 nm, the light absorbance DO, 
30 D1 and D2 are all in the vicinity of 1.0, and even when the irradiation energy density is "1.5" as in the case of D1 and 
as high as "9.0" as in the case of D2, the light absorbance is satisfactorily as low as 1 or less at the wavelength of 
approximately 270 nm. Accordingly, even when the UV laser beam of a wavelength of 266 nm irradiates through the 
coat layer 4 as described below, the UV laser beam transmits the coat layer 4 without attenuating the optical incident 
energy so that the core 2 can be irradiated with the U V laser beam. 

35 

- Specifications of fabrication apparatus - 

[0104] As the UV light source, a Nd-YAG laser source 6 (as shown in Figure 10) having the maximum average 
power of 100 mW, a pulse width of 50 ns and a pulse frequency of 1 0 Hz was used. The coated f ber 1 was irradiated 

40 with the UV laser beam of 266 nm, that is, the frequency-quadrupled wavelength of the Nd-YAG laser, at the irracfiation 
energy density on the coat layer 4 of 1 .5 kJ/cm 2 . At this point the coated fiber 1 was placed in a position so that the 
outer face of the coat layer 4 could be internally in contact with the beam pattern BP as shown in Figure 11 . Under this 
condition, the average power of the incident beam on the phase mask 7 was 10 mW, and the dimension of the UV beam 
irradiating the coated fiber 1 having the outer diameter of 200 ^m was approximately 2 mm (along the ffoer axial direc- 

45 tion) x approximately 0.2mm (along the fiber radial direction). The phase mask 7 had a grating pitch of 1065 nm and a 
length of 25 mm. The movable mirror 1 0 was smoothly and continuously moved along the fiber axial direction (length- 
wise direction), so as to write the grating 21 with a length of 24 mm along the axial direction. 

- Transmitting characteristic - 

50 

[01 05] The reflection spectrum of the thus fabricated fiber grating was measured. The resuft is shown in Figure 1 4. 
As shown in Figure 1 4, the maximum reflectance is 99% or more at the center wavelength of 1 544.6 nm, the full width 
haff maximum (FWHM) is 0.14 nm, and the side lobe is suppressed by 25 dB or more in the center wavelength region. 
TTius, a good transmitting characteristic is realized. 
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- Mechanical strength characteristic - 
(Failure strength) 

[0106] A large number of fiber gratings fabricated under the same conditions were measured for the failure 
strength. A Weibull distribution obtained as a result is shown in Figure 1 5. The temperature and the humidity of the test 
room during the measurement were controlled to be 22°C and 50% RH, respectively. The measurement was conducted 
under tension conditions of a gauge length of 100 mm and a tension rate of 1 00 mm/min. 

[0107] As shown in Figure 15, the maximum value of the failure strength is 5.42 GPa, the minimum value is 4.40 
GPa, and the average value is 4.90 GPa, which are substantially equivalent to the failure strength of a general commu- 
nication coated fiber to be connected to the fiber grating. 

(Stress corrosion susceptibility parameter) 

[01 08] With respect to specimens obtained before and after forming the grating 21 , namely, before and after the UV 
laser beam irradiation, a stress corrosion susceptibility parameter (n value) was obtained through evaluation of the 
dynamic fatigue characteristic by changing the tension rate in measurement of the failure strength between three levels. 
[01 09] As a result, the stress corrosion susceptibility parameter before forming the grating was found to be 23 and 
that after forming the grating was found to be 20 as shown in Table 3. 



Table 3 





Stress corrosion suscep- 
ttoility parameter 


Before forming grating 


23 


After forming grating 


20 



[01 1 0] Although the formation of the grating slightly degrades the stress corrosion susceptibility parameter from 23 
to 20 and slightly shortens the time period before braking, the stress corrosion susceptibility parameter after forming the 
grating is still sufficient for practical use. The stress corrosion susceptibility parameter of a general communication 
coated fber to be connected to the fiber grating is approximately 23 through 

(Change of Young's modulus of coat layer 4) 

[0111] Change of the Young's modulus of the coat layer 4 was measured against the irradiation energy density 
(unit: kJ/cm 2 ) changed between "0", "3.0" and "7.5" by respectively setting the irradiation time to 0 minute, 20 minutes 
and 50 minutes. Specifically, in a specimen obtained by fabricating the fiber grating under each condition, the coat layer 
4 in the portion irradiated with the UV laser beam was cut along the fiber axial direction into two, namely, a front side 
piece facing the irradiation and a back side piece. Thus, an irradiation front coat piece 4a (see Figure 12) and an irra- 
diation back coat piece 4b each in a semi-cylindrical shape were obtained as samples. Each, of these coat pieces 4a 
and 4b was pulled along the fiber axial direction with a gauge length of 1 5 mm at a tension rate of 1 mm/min., so as to 
obtain the \bung*s modulus based on the tensile force applied for attaining expansion of 2.5%. The results are shown 
in Table 4. 



Table 4 



Irradiation time (min) 


0 


20 


50 


Irradiation energy density (kJ/cm 2 ) 


0 


3.0 


7.5 


Young's modulus (MPa) 


Front side 


459 


540 


601 


Backside 


459 


533 


540 



[0112] As shown in Table 4, the Young's modulus of the irradiation front coat piece 4a, which was 459 MPa before 
the UV laser beam irradiation, increased to 540 MPa through the irradiation at an irradiation energy density of 3.0 
W/cm 2 and to 601 MPa through the irradiation at an irradiation energy density of 7.5 kJ/cm 2 and thus, it increased by 
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17.7% and 30.9%. respectively. On the other hand, the Young's modulus of the irradiation back coat piece 4b. which 
was 459 MPa before the UV laser beam irradiation, increased to 533 MPa through the irradiation at an irracfiation 
energy density of 3.0 fcj/cm 2 and to 540 MPa through the irradiation at an irradiation energy density of 7.5 kJ/cm 2 and 
thus, it increased merely by 1 6. 1% and 1 7.7%. respectively. Accordingly, the degree of increase of the \bung's modulus 
of the coat layer 4 depends upon the irradiation energy density, and as the irradiation energy density increases with time 
of irradiation, the Young's modulus increases. In addition, the Young's modulus more largely increases in the front por- 
tion of the coat layer 4 where the irracfiation energy density is higher. 

[0113] At this point when the Young's modulus of the coat layer 4 excessively increases, it becomes so hard that 
the flexibility of the coated fiber 1 is spoiled. As the coat layer 4 becomes harder, the coat layer 4 becomes more fragile 
and the strength characteristic becomes poorer. It is considered in general that the increase of the Young's modulus of 
the coat layer 4 within a range of 20% will not cause any problem in practical use as a coated fber on the safest 
assumption. Therefore, when the irradiation energy density of the above*Jescrbed example is approximately 1.5 
kJ/cm 2 , the increase of the Vbung's modulus of the coat layer 4 causes no problem for sufficiently keeping the flexftwlrty 
and exhibiting a good strength characteristic. Moreover, even when the irradiation energy density is 3.0 kJ/cm 2 , the 
increase of the Vbung's modulus is 1 7.7% in the front portion, where the largest change occurs, and sufficient flexibility 
and strength characteristic can be still attained. In particular, as the irradiation energy density is higher, higher refractive 
index modulation can be caused, resulting in forming a grating with higher reflectance. Therefore, even when the thick- 
ness of the coat layer 4 is thicker than that of the example, i.e.. 37.5 jim, a fiber grating having both a good transmrtting 
characteristic and a higher mechanical strength characteristic can be fabricated. With respect to the irradiation front 
coat piece 4a, the irradiation energy density corresponcfing to the increase of the Young's modulus of 20%, that is, the 
safest standard, obtained based on Table 3 by proportional distribution is 3.8 kJ/cm 2 . Accordingly, from the viewpoint of 
the flexfoilrty of the coat layer 4, it seems that the irradiation can be conducted at an irradiation energy density up to 
approximately 4.0 kJ/cm 2 . 

(Surface property of coat layer 4) 

[0114] The coated fiber 1 was positioned as shown in Rgure 1 1 and irradiated with the UV laser beam at an irradi- 
ation energy density of 1.5 kJ/cm 2 so as to visually observe the surface property of the coat layer 4. As a result, the 
surface was found to be in a good condition having neither yellowing nor damage. 

- Temperature characteristic and tension characteristic of fiber grating - 

(Temperature characteristic) 

[01 1 SI The temperature dependence and the tension dependence of the center wavelength were obtained in a fab- 
ricated fber grating, and the results are shown in Figures 1 6 and 1 7. 

[0116] It was found through the measurement that the center wavelength linearly shifts (changes) in accordance 
with temperature change or tension change, and Figure 1 6 shows that the temperature dependence is 0.01 1 nm/°C and 
Rgure 1 7 shows that the tension dependence is 1 .3 nm/N. Moreover, with respect to the tension dependence, the shift 
of the center wavelength was well reproduced even when a tensile force up to 40 N was repeatedly applied. Accordingly, 
the fiber grating is suitable for use as a temperature sensor or a tension sensor. 

[01 1 7] As described above, Embodiment 2 of the invention provides a fber grating having a good transmitting char- 
acteristic with high reflectance as well as a mechanical strength characteristic equivalent to that of a coated fber to be 
connected, attained by a coat layer with a large thickness. In addition, the strength degradation of a glass part and a 
coat layer accompanied by the UV irracfiation can be minimized, so as to keep the mechanical strength characteristic. 
Accordingly the transmitting characteristic and the mechanical strength characteristic can be consistent with each 
other without conducting any supplementary treatment after the UV irradiation, resulting in improving the productivity. 
[01 18] Furthermore, the irradiation can be uniformly conducted at a predetermined irradiation density without dam- 
aging the coat layer. Additionally, by placing a coated fber, that is, the target for writing, in such a position that the outer 
face of the coat layer is internally in contact with the outer edge of the beam pattern, the UV can be irradiated at the 
highest irradiation density within the range for avoiding the damage of the coat layer. As a result, the process for writing 
a grating can be completed in a short period of time and the fiber grating can be efficiently fabricated. 

[EMBODIMENT 3] 

[01 1 9] In the phase mask method, a phase mask corresponding to a required frequency characteristic is prepared 
and an optical fiber is irradiated with UV through the phase mask, so as to control the frequency characteristic of the 
resultant fber grating as desired. Also, a method of shifting a written grating pitch toward a longer wavelength is known, 
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in which after writing the grating through the UV irradiation, a tensile force is applied to the fiber grating in which the 
grating has been written in the fiber axial direction so that the tensile strain can remain in the fiber grating (Hiroyuki Uno, 
et al., "Bragg Wavelength Timing of Fiber Grating with Tensile Strain", The Institute of Electronics, Information and 
Communication Engineers, National Conference 1998, C-3-123, p. 289, March 1998). In other words, by shifting the 
5 grating pitch toward a longer wavelength, the wavelength reflected by the grating (reflective peak wavelength) can be 
shifted toward a longer wavelength. 

[0120] In the case where the tensile force is applied after writing the grating, however, strain of the tensile side is 
caused, and hence, although the written grating pitch can be shifted toward a longer wavelength for controlling the 
wavelength characteristic, there arises a critical problem that the written grating pitch cannot be controlled to be shifted 
w toward a shorter wavelength. 

[01 21 ] Moreover, in the method of shifting the wavelength characteristic toward a longer wavelength, it is necessary 
to fix the state where the tensile strain remains in the fiber grating by using, for example, adhering or fixing means in 
order to keep the wavelength shift, which restricts the structures of apparatuses employed in the aforementioned vari- 
ous uses. 

is [0122] In addition, it is necessary to apply the tensile force by means or a method not damaging the optical fiber as 
well as by means or a method not for testing facility but capable of mass production. 

[0123] Furthermore, in writing the grating through the UV irradiation, refractive index modulation fringes are gener- 
ated by causing photo-induced refractive index change in the core of the optical fiber through the UV irradiation. There- 
fore, in the optical fiber irradiated with UV, the coat layer in a portion irradiated with UV is generally removed from the 

20 viewpoint of causing effective photo-induced refractive index change in the core. Accordinglyjn the conventional 
method in which a grating is written in a non-coated fiber including a core and a cladding bearing no coat layer thereon 
and a tensile force is applied after the writing, it is necessary to set the upper limit of the applied tensile force to a ten- 
sion value (tension load value) sufficiently small to avoid possibility of fracture of the non-coated f ber. Since the non- 
coated fiber is generally broken when the expansion exceeds approximately 1%, the applied tensile force is limited to a 

25 low tension range where the expansion is smaller than 1%. As a result, the shift toward a longer wavelength can be 
small in accordance with the small tensile force. The tension load value corresponding to the expansion of 1% is 
approximately 1 kg in a general non-coated f ber, and it is reported on this point in the paper on the method for applying 
the tensile force after writing the grating that the shift of the wavelength is as small as 5.4 nm in applying a tensile force 
of 0.5 kg. ft is also described that the wavelength shift increases substantially in proportion to the increase of the tension 

30 load value. 

[0124] In general fabrication of optical fibers, the fabricated optical fibers are generally subjected to a screening test 
for the mechanical characteristic. In fabrication of fiber gratings, however, although a test method for the transmitting 
performance such as a wavelength characteristic has been almost settled, a test method for a mechanical characteristic 
such as strength has not been settled yet Fiber gratings fabricated by using a f ber grating fabrication apparatus 
as equipped wfth a UV irradiation system or the like can be possibly subjected to a screening test using a screening tester 
used for general optical fibers. In this case, however, the fabrication of f foer gratings and the screening test are inde- 
pendently carried out, which makes the process and work troublesome. 

[0125] According to the invention described below, the wavelength characteristic can be controlled to be shifted 
toward a shorter wavelength by using a method for applying a tensile force. In addition, a large tensile force can be 
40 applied so as to increase the shift of the wavelength characteristic, the controllable range of the wavelength character- 
istic can be enlarged, the test for the mechanical characteristic by the screening test can be conducted after the fabri- 
cation of a fiber grating by using the same fabrication apparatus in continuous procedures, and a fiber grating 
fabrication apparatus utilizing shift of the wavelength characteristic (wavelength control) suitable for mass production 
can be provided. 

45 [01 26] Now, an embodiment of the invention will be described on the basis of the accompanying drawings. 

[0127] First, a fiber grating fabrication apparatus capable of shift control of the wavelength characteristic using a 
coated fber 1 will be described with reference to Figure 18. The writing of a grating 21 through UV irradiation can be 
conducted any of various known methods. Figure 1 8 exemplifies the case where it is written by the phase mask method. 
[01 28] in the fber grating fabrication apparatus of Figure 1 8, a phase mask 5 in a grating shape is disposed on the 

so immediate side of the coated fber 1 , and a Nd-YAG laser source 6 is used for irradiating the phase mask 5 with a coher- 
ent UV laser beam of, for example, 266 nm, that is, a frequency^quadrupled wavelength (4<d) of the laser source, with 
the laser beam converged by using a cylindrical lens system 7. In this manner, the UV laser beam transmits the phase 
mask 5 and a coat layer 4, so as to write the grating 21 in the core 2 by increasing the refractive index of a portion of a 
grating pitch corresponding to the grating pitch of the phase mask 5. In Figure 18, a reference numeral "8" denotes a 

55 beam expander for expanding the UV laser beam into a parallel beam, a reference numeral "9" denotes a slit with a 
small width for taking out a part with uniform power of the UV laser beam changed into the parallel beam, and a refer- 
ence numeral "10" denotes a movable reflecting mirror movable along the fber axial direction (shown with a clashed 
arrow) of the coated fber 1 . 
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[01291 The phase mask 5. the Nd-YAG laser source 6, the cylindrical lens system 7, the beam expander 8, the slit 
9 and the movable reflecting mirror 1 0 together form a UV irradiation system. Also, a reference numeral "1 1 " denotes 
an optical spectrum analyzer, a reference numeral "12" denotes an optical isolator and a reference numeral "13" 
denotes an optical coupler, all of which together correspond to a part for testing the wavelength characteristic of a feb- 
5 ricated fiber grating. 

[01 30] In this embodiment, a tension applying mechanism 30 is additionally provided for applying a tensile force to 
the coated fiber 1 in the fiber axial direction. The tension applying mechanism 30 includes, as shown in detail in Rgure 
19, a frame 31 disposed so as to surround a UV irradiated portion of the coated fber 1 ; a pair of arm members 32 and 
33 projecting from both sides of the frame 31 in the fber axial direction of the coated fiber 1 ; a pair of winding reels 34 
w and 35, serving as fixing means, supported at the tips of the arm members 32 and 33, respectively; and a motor 36 
(shown in Rgure 20) for driving the winding reel 35 disposed on one side along the f ber axial direction (on the right 
hand side in Figure 19). 

[0131] The frame 31 is not specified in its shape or the like as far as it has an opening 31 1 for transmitting the UV 
laser beam at least in a portion behind the coated fber 1 (an upper portion in Figure 19) and can support the pair of 

15 arm members 32 and 33. Each of the arm members 32 and 33 is in an L-shape, with one end fixed on the frame 31 and 
the other end connected to the winding reel 34 or 35. Each of the winding reels 34 and 35 includes a mandrel 341 or 
351 corresponding to a winding reel main body and a pair of flange portions 342 or 352 provided on both sides of the 
mandrel. The winding reel 34 disposed on one side along the fiber axial direction (on the right hand side in Figure 19) 
is connected rotatably around an axis Y provided on the arm member 33 in a direction perpendicular to the fiber axial 

20 direction, while the winding reel 34 disposed on the other side along the fber axial direction (on the left hand side in 
Rgure 19) is fixed so as not to rotate relatively to the arm member 32. The motor 36 is constructed from a pulse motor, 
whose output axis is connected to the mandrel 351 directly or through a connection member. The motor 36 forcedly 
rotates the mandrel 351 by predetermined revolutions in response to a control signal supplied from a controller not 
shown. 

25 [0132] Next, a method of fabricating a fiber grating by using the fiber grating fabrication apparatus will be described. 
[0133] In the fabrication of a fber grating, a tension application process, an irradiation process, a tension release 
process and a screening process are successively carried out Specifically, in the tension application process, the 
coated fiber 1 is set in a linearly expanded state by respectively wincfing both end portions, sandwiching a portion where 
the grating 21 is to be written, of the coated fber 1 around the circumferences of the mandrels 341 and 351 of the wind- 

30 ing reels 34 and 35 twice or three times so as not to overlap the wound portions (as shown in Rgure 20). In this manner, 
the coated fber 1 is fixed on the circumferences of the mandrels 341 and 351 so as not to move along the fiber axial 
direction by frictional resistance between the circumferences of the mandrels 341 and 351 of the winding reels 34 and 
35 and the outer face of the coated fiber 1 . Next, the motor 36 is driven so as to forcedly rotate the mandrel 351 by the 
predetermined revolutions and keep the rotated state. Thus, the portion of the coated fiber 1 between the pair of man- 

35 drels 341 and 351 is forcedly extended along the fber axial direction by a circumferential length of the mandrel 351 cor- 
responding to the forced revolutions, namely, a tensile force is applied so as to cause elastic strain (expansion strain) 
of the tensile side in the core 2. Under this condition, the subsequent irracfiation process is carried out 
[0134] In the irradiation process, the phase mask 5 is set on the portion of the coated fber 1 where the grating 21 
is to be written, and the UV laser beam emitted from the UV irradiation system irradiates the coated fber 1 through the 

40 phase mask 5 over the range between one end of the phase mask 5 in the fber axial drection and the other end thereof. 
The irradiating position of the UV laser beam is changed within the range along the fber axial direction by moving the 
reflecting mirror 10 along the fiber axial direction. In this manner, the grating 21 with a grating pitch corresponding to 
the grating pitch of the phase grating 5 is written through the UV laser beam irradiation in the core 2 in which the expan- 
sion strain is caused. 

45 [01 35] After writing the grating 21 in the irradiation process, the tension release process is conducted, in which the 
motor 36 is reversely driven by the predetermined revolutions so that the coated fber 1 can be returned to the original 
state prior to the application of the tensile force to be restored to a no-load state. In this manner, the expansion strain 
caused in the core 2 restores to the original state, namely, the core is shrunken, and the grating pitch of the written grat- 
ing 21 is narrowed in accordance with the shrinkage. Therefore, the wavelength characteristic of the grating 21 is shifted 

so toward a shorter wavelength correspondingly to the narrowed grating pitch. 

[0136] Thus, the fabrication of a fber grating itself is completed, but in this embodiment, the screening process is 
subsequently conducted. Specifically, in the screening process, the motor 36 of the tension applying mechanism 30 is 
driven so as to cause given expansion strain along the fber axial direction in the fber grating for a predetermined time 
period, thereby conducting a screening test for the mechanical strength characteristic. In this manner, a fber grating 

55 with a defect is omitted from products, with merely fiber gratings free from a defect remaining as the products. Thus, in 
the fabrication of a fiber grating, the formation of the grating 21 whose wavelength characteristic is shift-controlled as 
well as the screening of the fber grating including the grating 21 can be conducted by using the same fabrication appa- 
ratus in continuous procedures. Accordingly, fiber grating fabrication apparatus and method suitable for mass produc- 
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tion of fiber gratings can be provided. 

[01 37] In the shift control of the wavelength characteristic toward a shorter wavelength realized through the tension 
application process, the irradiation process and the tension release process, the coat layer 4 is formed on the coated 
fiber 1 where the gating 21 is written, and therefore, the tensile force applied in the tension application process can be 

5 set to a much larger value than the case where the non-coated fiber 1 ' excluding the coat layer 4 is used. Aocordn^y, 
the irradiation process can be conducted under application of a large tensile force, namely, in the state where large 
expansion strain is caused in the core 2, and hence, the shrinkage of the core 2 attained in the tension release process, 
namely, the degree of narrowing the grating pitch, can be large. As a result, the shift of the wavelength characteristic 
toward a shorter wavelength of the f foer grating attained after the tension release process can be very large, and thus, 

10 the shift control toward a shorter wavelength can be carried out over a very large wavelength range. 

[0138] In the actual shift control of the wavelength characteristic (wavelength control), the relationship between an 
applied tensile force and shift of the wavelength characteristic toward a shorter wavelength is previously obtained 
through a test so that an applied tensile force corresponding to the shift of the wavelength desired to be controlled can 
be predetermined on the basis of the relationship, and the predetermined revolutions of the motor 36 can be decided 

is so as to apply the predetermined tensile force to the coated fiber 1 . 

[0139] In the fabrication of a fiber grating, the UV irradiation may be conducted as follows in order to write the grat- 
ing 21 more definitely by the UV laser beam irradiation through the coat layer 4: 

[0140] "me UV laser beam irradiation is conducted at an irradiation energy density of approximately 1.5 kJ/cm 2 . 
Thus, in the UV laser beam irradiation through the coat layer 4, even when the coat layer 4 has a thickness as large as 
20 approximately 30 urn or more, the UV laser beam can transmit the coat layer 4 so as to cause the high refractive index 
modulation in the core 2, resulting in writing the grating 21 with high reflectance. 

[0141] In addition, the coated fber 1 where the grating is to be written is placed in the specific position relative to 
the beam pattern BP of the UV laser beam converged by the cylindrical lens system 7 as shown in Figure 1 1 , and is 
irradiated with the UV laser beam under this condition. The beam pattern BP is formed by converging the parallel beam 

25 having passed through the cylindrical lens system 7 toward the focal point F and the coated f foer 1 is placed so that the 
entire coated fber 1 can be disposed within the beam pattern BP and that the outer face of the coat layer 4 of the coated 
fiber 1 can be internally in contact with the outer edge of the beam pattern BR As far as such a positional relationship 
is satisfied, the coated fiber 1 can be placed in front of the focal point Fas is shown with the solid line in Figure 1 1 or 
behind the focal point Fas is shown with the clashed line in Figure 1 1 . For example, when the focal distance LI is 100 

30 mm, a coated fiber 1 with an outer diameter of 200 urn may be placed on the optical axis away from the focal point F by 
a distance L2 substantially corresponding to 2 mm. By placing the entire coated fiber 1 within the beam pattern BP\ the 
entire coat layer 4 can be irradiated with the UV laser beam at a uniform irradiation energy density. Moreover, local dam- 
age (strength degradation) of the coat layer 4, which can be occasionally caused in placing the coated fber 1 closer to 
the focal point F, can be prevented, and the coated fber 1 can be irradiated in a position for attaining the highest irradi- 

35 ation energy density within the range for avoiding the strength degradation, resulting in shortening the time required for 
writing the grating. 

[0142] In the aforementioned embodiment, the tensile force is applied by the tension applying mechanism by forc- 
edly rotating one winding reel 35 by using the motor 36 with the winding reel 35 rotatably supported on the arm member 
33, which does not limit the invention. The tensile force can be applied to the coated fiber 1 by constructing the appa- 

40 ratus as fallowings: Both the winding reels 34 and 35 are respectively fixed on the arm members 32 and 33 so as not 
to rotate, one end 331 of one arm member 33 is guided and supported on the frame 31 movably in the fiber axial direc- 
tion as shown with a dashed line in Figure 19, and the arm member 33 is forcedly moved in the rightward direction in 
Figure 1 9 by using, for example, a combination of a transmitting mechanism such as a rack and a pinion, and a motor, 
or an actuator such as a hydropneumatic cylinder. 

45 [0143] As described above, Embodiment 3 of the invention realizes the shift control of the wavelength characteristic 
toward a shorter wavelength, which cannot be realized by the conventional tension applying method for keeping appli- 
cation of a tensile force after writing a grating. Also, the wavelength characteristic of a fber grating can be stably shifted 
toward a shorter wavelength. In addition, as compared with the conventional tension applying method, there is no need 
to keep the tension application in the individual optical fber where the grating has been written, and hence, a fiber grat- 

so ing easy to deal with and controlled in the wavelength by the tension application can be easily mass produced. 

[0144] Furthermore, since a coated fber bearing a coat layer is used as an optical fber for fabricating a fber grat- 
ing, a much larger tensile force can be applied than in use of a non-coated fber without a coat layer, and therefore, the 
shift of the wavelength characteristic toward a shorter wavelength can be increased, and the range of the wavelength 
control can be largely increased. 

55 [0145] Moreover, since the screening process for conducting a screening test is continuously conducted by apply- 
ing a predetermined tensile force to a portion where the grating has been written in the fabricated fber grating, a test 
for the mechanical characteristic of the portion where the grating has been written with the wavelength controlled, 
namely, a test for the strength and surface damage, can be carried out following the fabrication of the fiber grating. Thus, 
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a suitable mass production system for fiber Ratings with the wavelength control is provided. Furthermore, according to 
the fber grating fabrication apparatus of this invention, even when the irradiation process and the screening process 
alone are conducted, the writing of a grating and the screening test of the fiber grating where the grating has been writ- 
ten can be carried out by using the same fabrication apparatus. 

Industrial Applicability 

[0146] The present invention provides a fiber grating (inclucfing a short-period fiber grating and a long-period fber 
grating) in which a grating can be easily written without causing degradation of the transmitting characteristic. Also, the 
invention stabilizes not only the transmitting characteristic but also the temperature characteristic, so as to provide a 
highly reliable fiber grating. Accordingly, the transrnitting characteristic and the mechanical strength characteristic can 
be improved without spoiling the improvement of productivity. 

Claims 

1. A fiber grating comprising a core where a grating is written, a cladding for covering the core, and a coat layer for 
coating an outer face of the cladding, 

wherein the coat layer is made from a UV transmitting resin and has a characteristic of transmitting UV at least of 
a specific wavelength band used for writing the grating and of curing by absorbing US of a shorter wavelength band 
or a longer wavelength band than the specific wavelength band, and 

the grating is written by irradiating the core with the UV of the specific wavelength band through the coat layer. 

2. The fiber grating of Claim 1, 

wherein the core is co-doped with Ge and Sn, and 

a concentration of Ge is substantially the same as a concentration of Ge included in a core of another optical 
fber to be connected to the fiber grating. 

3. The fber grating of Claim 1 or 2, further comprising a secondary coat layer for coating an outer face of the coat 
layer, 

wherein the secondary coat layer is made from a material having a negative coefficient of linear expansion. 

4. The fber grating of Claim 1 , 

wherein the coat layer is formed from a single coat film with a thickness of 30 ^im or mora 

5. The fiber grating of Claim 2, 

wherein the core is further doped with Al. 

6. A method of fabricating a fiber grating comprising the steps of: 

fabricating a glass fiber structure including a core where a grating is to be written and a cladding for covering 
the core; 

coating an outer face of the glass fber structure with a coat layer of a UV transmitting resin; and 

writing the grating in the core by irradiating the core with UV through the coat layer, 

wherein the coat layer has a large thickness for attaining a mechanical strength characteristic equivalent to that 

of a coated fber to be connected to the fiber grating, and 

the UV is obtained by using solid laser and irradiates the core at an irradiation energy density within a range 
between 1 .5 and 4.0 kJ/cm 2 . 

7. The method of fabricating a fiber grating of Claim 6, 
wherein the UV has a wavelength of 250 nm through 350 nm. 

8. The method of fabricating a fber grating of Claim 6 or 7, 

wherein the coat layer is formed by a single coating method in a thickness of 30 nm through 50 *im. 

9. The method of fabricating a fiber grating of Claim 6 or 7, 
wherein the step of writing the grating includes steps of: 
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placing all the coat layer, the cladding and the core in a position between a cylindrical lens and a focal point of 
the cylindrical lens and within a beam pattern of the UV converged toward the focal point by the cylindrical lens; 
and 

irradiating the core with the UV through the cylindrical lens. 

1 0. The method of fabricating a fiber grating of Claim 6, 

wherein, in the step of writing the grating, an outer face of the coat layer is internally in contact with an outer edge 
of a beam pattern of the UV. 

1 1 . The method of fabricating a fiber grating of Claim 6, 

wherein the core is loaded with hydrogen before irradiating with the UV. 

12. The method of fabricating a fiber grating of Claim 6, 
wherein the core is co-doped with Ge and Sn. 

13. A method of fabricating a fiber grating comprising: 

a tension application step of causing tensile strain along a f ber axial direction by previously applying a tensile 
force along the fber axial direction to a grating write portion of an optical fiber to be fabricated into a fiber grat- 
ing; 

an irradiation step of writing the grating with a predetermined grating pitch along the fber axial (Erection in a 
core of the optical fiber by irradiating the optical fber with UV with keeping the tensile force applied in the ten- 
sion application step; and 

a tension release step of shifting the grating pitch of the grating written in the core toward a shorter wavelength 
by releasing application of the tensile force after the irradiation step. 

14. TTie method of fabricating a fiber grating of Claim 13, 

wherein the optical fber is a coated fber obtained by coating a non-coated fiber including the core and a cladding 
with a coat layer of a UV transmitting resin. 

1 5. The method of fabricating a fber grating of Claim 1 3, further comprising a screening step of conducing a screening 
test on the grating write portion by applying a predetermined tensile force to the optical fiber after the tension 
release step. 

16. A method of fabricating a fiber grating, by using a fiber grating fabrication apparatus including a UV irradiation sys- 
tem for irradiating, with UV, an optical fber to be fabricated into a fiber grating and a tension applying mechanism 
for applying a tensile force in a fber axial direction to the optical fber, comprising: 

an irradiation step of writing a grating along the fber axial direction in a core of the optical fiber by inracfiating 
the optical fber with UV by using the UV irradiation system; and 

a screening step of conducting a screening test on a portion where the grating has been written by applying a 
predetermined tensile force to the optical fiber by using the tension applying mechanism after the irradiation 
step. 

1 7. A fber (gating fabrication apparatus comprising: 

a UV irradiation system for writing a grating with a predetermined grating pitch along a fber axial direction in a 
core of an optical fber to be fabricated into a fber grating by irradiating the optical fber with UV; and 
a tension applying mechanism for causing tensile strain along the fber axial direction by temporarily applying 
a tensile force to a portion of the optical fiber irradiated with UV by the U V irradiation system. 

18. The fber grating fabrication apparatus of Claim 1 7. 
wherein the tension applying mechanism includes: 

a pair of fixing means for respectively fixing two portions of the optical fber away from each other along the 
fiber axial direction and sandwiching the portion of the optical fiber irradiated with UV by the UV irradiation sys- 
tem; and 

moving means for forcedly moving at least one of the pair of fixing means along the fber axial direction away 
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from and toward the other of the pair of f bang means. 

19. The fiber grating fabrication apparatus of Claim 18, 

wherein the pair of fixing means are winding reels each for fixing the optical f foer, with frictional resistance against 
the optical fber, by winding the optical fber around an axis thereof perpendicular to the fber axial direction, one of 
the winding reels to be moved by the moving means being rotatably supported around the perpendicular axis in one 
position along the fiber axial direction, and 

the moving means is a motor for forcedly rotating one of the winding reels to be moved by predetermined rev- 
olutions with the optical fiber wound. 
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FIG. 1 
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FIG. 2 
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FIG. 3 
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FIG. 4 
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FIG. 7 
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FIG. 11 
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FIG. 12 
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FIG. 13 
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FIG. 17 
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FIG. 20 




40 



EP 1 035 425 A1 




INTERNATIONAL SEARCH REPORT 


lrrfernaijanal ypllqtiqt No. 




PCT/JP98/05311 



A CLASSIFICATION OF SUBJECT MATTER 
Int. CI' G02B6/10, G02B5/18 



Acoordiiy tofotenia»k»ai 

BL HBLDS SEARCHED 

Mirooram dnrmnmi ration searched (chwificaftion tyriem followed by ciaatftcatkn symbols) 
Int. CI* G02B6/10, 602B5/18 



IVirtfm^lftMMi ■■■rrfc * i rfhar than minimum AwwMthtMa tnlh* ****** that mm fr fortiam i Ht tTTT mrfTTllfi IT) tftf fialrff HHHlMll 

Jitsuyo Shlnan Koto 1922-1996 Toroku Jitsuyo Shinan Kobo 1994-1999 

Kokai Jitsuyo Shi nan Koto 1971-1999 Jitsuyo Shinan Ibroku Koto 1996-1999 

BUcsranicdeU bet* consulted d^ 



C DOCUMENTS CONSIDERED TO BB RELEVANT 



Category* 


Citation ofdcatnieal;wUhttidfeB^^ 


n^levanttodarmNo. 


T 
A 


JP, 9-113741, A (AT&T Corp.), 
2 May, 1997 (02. 05. 97), 
Pull text ; Figs. 1, 2 

Pull text ; Figs* l f 2 

& EP, 762158, Al t US, 5620495, A 


1, 3-8, 11, 
12, 14 
2, 9, 10 


T 
A 


JP, 7-230015, A (The Furukava Electric Co., Ltd.), 
29 August, 1995 (29. 08. 95), 
Par. No. [0018] 

Par. No. £0018] ( Family i none) 


12 
2 


• y 


JP, 9-211245, A (Sumitomo Electric 
Industries, Ltd. ) , 
15 August, 1997 (15. 08. 97), 
par. no. [0042] (Family: none) 


3 


Y 


JP, 9-288205, A (Pujikura Ltd.), 
4 November, 1997 (04. 11. 97), 
Par. No. [0012] 

& SP, 805365, A2 t CA, 2202308, A 


5 



~x] Farther doc umei** arc lirted in ibe cn ntin Ma ri o n cf Bear C f"H See patent family i 



'A" 




tobcrfpvikaJftrnUvtacft rrfli iij m ill ifjli g rtr I wrrn i n 

cM«>4eriUdwp«WatedMofn0*«r<i^orodHr vft*«iheAge*n*atisa*MatoBe 

^HtriicamCw^Milied) "T inM iwdpanfaahnfim— ; a»< Jeia ^ [M iieftfioeceaaoti» 

« doanMitfaii«l»u^di^on^«i^aWlmior€(bv na — kta ad t»iwolt»— fci wf— ikp wtttettw 1 m i rt h 



*f rtnrannalpataaa^pui*^ M«obvkjMt»apa»a«non«41*t»*ft 
d» priority OMcfcfantd 'A* docaMawsfacraf ikcswi»Mfufly 



Owe of the actual completion of the international sendi 
22 February, 1999 (22. 02. 99) 


Date of nailing of the uttenuttfcnal scan* report 
9 March, 1999 (09. 03. 99) 


Name rod miilrag address of the BA7 
Japanese Patent office 

Facsimile No. 


Authorized officer 
Telephoned 



Form PCT/BA/210 (second sheet) (Tttiy 1992) 



41 



EP 1035 425 A1 



INTERNATIONAL SEARCH REPORT 


iBfiematioul tpplkriia No. 
PCT/JP98/05311 


C(Cb*Wlon). DOCUMEN1SO0N5IDBBED TO BE RELEVANT 




Gtatiop of document, with inriicafto*. where «pccopriito» of th» rekrvwU puny* 


Relevnl to daim Na 


PY 


JP, 10-82919, A (Sumitomo Electric 

industries, Ltd, ) , 

31 March, 1998 (31. 03. 98), 

Pall text ; Figs. 1 to 8 (Family: none) 


1, 3-8, 11, 
12, 14 



Y 
A 



y 

A 



JP, $-501783, A (British Telecommunications Public 
Limited Company), 
24 February, 1994 (24- 02. 94), 
Full text | Figs. 1 to 3 
Full text | Figs. 1 to 3 
fc WO, 9208999, Al £ BP, 556247, Al 
& US, 5384884, A 

JP, 8-286056, A (Sumitomo Electric 
Industries , Ltd. ) , 
1 November, 1996 (01. 11. 96), 
Full text ; Figs. 1 to 3 
Full text ; Figs. 1 to 3 ( Family x none) 



13, 14, 17, 18 
15, 16, 19 



13, 14, 17, 18 
15, 16, 19 



Form PCiyZSA/210 (continuitioa of second sheet) (Inly 1992) 



42 



